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ABRASION ANALYZER AND TESTING 
METHOD 

BACKGROUND OF THE INVENTION 

The present invention relates to testing printed or coated 
materials for resistance to abrasion; and more particularly to 
an apparatus for producing abrasion on a surface under 
de?ned conditions and analyzing the surface to quantify the 
amount of abrasion produced. 

Printed items, such as magaZines covers, books, catalogs 
and product containers, are usually packed in contact With 
one another When being shipped by rail or truck. During 
shipment the items are exposed to various types of vibra 
tions Which causes the surfaces of adjacent items to rub 
together. This rubbing often smears the printing producing 
serious consequences such as making bar codes and instruc 
tions for product use unreadable. Not only Will the ink be 
smeared or rubbed off, the substrate upon Which the ink is 
deposited can be abraded to the point Where holes are 
formed. Extreme abrasion may result in containers leaking 
during shipment. Even When the printed surface is treated 
With an over coat for protection, the abrasion may adversely 
affect the printing. 

Printing inks and over coatings differ Widely in resistance 
to abrasion. It is therefore desirable for a printer to be able 
to test such resistance in advance of shipping printed mate 
rials. This enables the printer to determine the ink Which is 
best suited for the particular material being printed and for 
distance to Which the printed material Will be shipped. 
US. Pat. No. 4,507,953 discloses a machine for testing 

the abrasion resistance of coatings. Although this original 
machine Was developed to test the abrasion resistance of 
coatings applied to beverage cans, subsequent US. Pat. No. 
4,608,854 teaches a holder for testing ?at specimens. The 
testing machine permitted the amount of rubbing betWeen 
tWo specimens to be carefully controlled and duplicated 
using specimens printed using different inks and over coat 
ings. Alternatively, a “receptor” having a surface With a 
knoWn abrasive characteristic, Was placed in the testing 
machine against the printed surface to be analyZed. The 
testing machine Was able to replicate the motion Which 
occurred during transportation of printed objects and thereby 
produce abrasion of the coated or printed surface Which Was 
likely to occur during transportation. 

Although the previous testing equipment could accurately 
replicate such abrasion, a human had to visually inspect the 
abraded sample to determine Whether the degree of abrasion 
Would be acceptable to the end user of the printed material. 
Such inspection Was very subjective. Not only could various 
individuals evaluate the same sample differently, the same 
individual might not consistently evaluate the same sample. 
It Was also difficult to accurately compare abraded samples 
having identical images printed With different inks. Thus a 
need arose for an objective process by Which to quantify the 
degree of abrasion in order to compare abraded samples in 
order to select a printing ink or over coating best suited to 
a particular application. 

SUMMARY OF THE INVENTION 

In order to test a specimen, such as a printed or a coated 
sheet, for resistance to abrasion, a scanner generates an 
image of the specimen prior to abrasion. The image is 
formed by a ?rst array of pixels Which is stored in a memory. 

Next the specimen is abraded under a controlled set of 
conditions. Preferably the specimen is placed in contact With 
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2 
another like specimen or a receptor and then betWeen 
block-like members having curved end surfaces to form a 
test assembly. The test assembly is positioned on a platform 
With the curved end surfaces of the block-like members 
abutting the platform. Regulated pressure is applied to 
maintain the assembly sandWiched together and against the 
platform. The platform is vibrated With the magnitude of 
vibration being controlled to produce a desired degree of 
rubbing betWeen the specimens or betWeen the specimen 
and the receptor. 
The specimen is removed from the assembly and scanned 

again to generate another image that is formed by a second 
array of pixels If desired, both arrays of pixels may be 
corrected for non-uniformity in the response of the scanner. 
Sections of the tWo arrays Which represent the specimen are 
compared to determine the extent of the abrasion. 
Speci?cally, corresponding pixels in each array are selected 
and the difference betWeen the magnitude of the selected 
pixels is calculated to produce a set of difference values. 

The set of difference values is evaluate to quantify the 
abrasion of the specimen regions of the second array of 
pixels Wherein each region is de?ned by array roW addresses 
Y1 and Y2, and by array column addresses X1 and X2. In 
the preferred embodiment the difference values are used to 
calculate the parameters of average magnitude, mean square 
energy, and average voltage for the specimen. These param 
eters are de?ned by the folloWing expressions: 

1 Y2 X2 
Mean Square Energy = W @1171 _ X1 Ail]- - 

1: 1: 

Average Voltage = \I Mean Square Energy 

Where M is the number pixels in each roW of the region, N 
is the number pixels in each column of the region, AM is the 
difference betWeen corresponding pixels in each array, TN is 
the mean absolute deviation of the thermal noise, TN‘ is the 
mean square deviation of the thermal noise and MPV is the 
mean pixel value. Depending upon the performance of the 
image scanner and the degree of accuracy desired the 
thermal noise components may be eliminated from these 
expressions. The ?rst and second arrays of pixels can be 
subdivided into a series of smaller groups of pixels associ 
ated With various regions of the specimen. The difference 
values betWeen the pixels in the groups also are used to 
derive the three parameters for each group to quantify the 
amount of abrasion in the corresponding region of the 
specimen. 

Aprincipal object of the present invention is to provide a 
process and apparatus for objectively determining the 
amount of abrasion of a specimen. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 illustrates an apparatus for producing abrasion on 
a ?at surface; 

FIG. 2 is a block diagram of a system for visually 
analyZing an image Which has been abraded by the apparatus 
in FIG. 1; 

FIG. 3 graphically depicts the production of calibration 
data for the system in FIG. 2; and 

FIG. 4 is a ?oWchart of the process by Which an abraded 
image is analyZed. 
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DESCRIPTION OF THE PRESENT INVENTION 

With initial reference to FIG. 1, a machine 10 is capable 
of producing abrasion on a ?at surface under a variety of 
prede?ned conditions. Speci?cally, the machine 10 can be 
con?gured to vary the pressure applied to the surface being 
tested as Well as the rubbing applied to that surface. An 
apparatus of this type is illustrated and described in detail in 
US. Pat. Nos. 4,507,953 and 4,608,854, the descriptions in 
Which are incorporated herein by reference. 
Aspecimen sheet 12 having the coated or printed surface 

to be tested is placed upright against another 14. Alterna 
tively the testing process can be used to determine the 
resistance to abrasion of an uncoated container material, 
such as a type corrugated cardboard. The other sheet 14 may 
either be a duplicate of the specimen sheet 12 or a receptor 
sheet having a surface Within a knoWn abrasion coef?cient. 
Sheets 12 and 14 are sandWiched betWeen tWo pads 15 
Which in turn are sandWiched in the middle betWeen four 
blocks 16. 

The assembly 17 of sheets 12 and 14, pads 15 and blocks 
16 is mounted on a platform 18 of the testing apparatus 10. 
The ends 19 of the blocks 16 in contact With the platform 18 
are curved. HoriZontal force is applied to the assembly by a 
pair of horiZontally oriented hydraulic cylinders 20 located 
on each side of the test machine 10. The piston rods of the 
cylinders 20 push springs 21 against vertical plates 22 on 
each side of the assembly 17, thereby exerting horiZontal 
force that presses the tWo sheets 12 and 14 together. By 
extending and retracting the piston rods, the springs 21 are 
compressed or released to vary the amount of pressure 
applied to the sheets 12 and 14. 
Apair of upright standards 24 rise from the ?oor 31 of the 

machine behind platform 18. The standards 24 mount a pair 
of releasable clevises 25 Which in turn support a horiZontal 
mounting plate 26 on Which a vertical hydraulic cylinder 27 
is fastened. The piston of hydraulic cylinder 27 engages an 
intermediate plate 28 to compress springs 29 against a top 
pressure plate 30 in contact With the top of assembly 17. 
Varying the position of the vertical piston changes the 
doWnWard force exerted by springs 29 that pushes assembly 
17 against the platform 18. 

The platform 18 is supported from the ?oor 31 of the 
apparatus by a pair of supports 23, one of Which being 
visible in FIG. 1. Also mounted on the ?oor 31 is an electric 
motor 32 Which rotates an eccentric plate 34. One end of a 
lever arm 36 is pivotally attached to the face of the eccentric 
plate 34. The point of attachment is adjustable as is the speed 
of electric motor to provide varying degrees of movement of 
the lever arm 36. The opposite end of the lever arm 36 is 
provided With a longitudinal slot Which receives a threaded 
bolt that extends into an opening in a bracket 38 depending 
from the horiZontal platform 18. Movement of the lever arm 
36 by motor 32 vibrates the platform 18. As the platform 
vibrates the curved ends 19 cause the four blocks 16 to 
sWing or rock back and forth Which rubs the tWo sheets 12 
and 14 against each other. This action causes abrasion of the 
sheets. For enhanced the rocking action, pistons of the tWo 
upper horiZontal hydraulic cylinders 20 are retracted so as 
not to exert force on the assembly 17. 

The force applied by the hydraulic cylinders and springs 
can be varied by adding or releasing hydraulic ?uid in each 
cylinder. Also, the speed of the motor 32 can be adjusted to 
vary the cycle of vibration. The tWo sheets 12 and 14 Will 
rub against each other as the platform 18 is vibrated and the 
pressure applied by the various cylinders Will simulate the 
stacking and packaging of the sheets under test. Apparatus 
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4 
10 is used to replicate the abrasive effects of motion during 
transportation of coated sheets. 

Once a specimen sheet 12 has been abraded by the 
apparatus 10, either it or the receptor 14 is evaluated 
optically by an image analyZer 40 shoWn in FIG. 2 to 
determine the amount of abrasion of the specimen sheet 12. 
During the evaluation the specimen sheet 12 or receptor 14 
is referred to as a “test sample.” The analyZer 40 optically 
scans the test sample before and after abrasion in apparatus 
10 to have tWo images of the sample to compare for 
abrasion. HoWever, When a receptor is being analyZed, a 
master reference image of that type of receptor may be used 
as the before image in place of scanning the actual receptor 
used in the testing, since all receptors of a given type are 
virtually identical. In preparation for the scanning, the test 
sample 42 is placed against a contrasting White or black 
background matte 41 and the operator enters the matte color 
into a personal computer 46. The combination of the matte 
41 and the test sample 42 is scanned by an image scanner 44 
that is designed to provide image information to a personal 
computer. For example, the image scanner 44 may comprise 
an Epson-300C model color scanner, a Logitech model 
GS256 hand-operated scanner or a video camera. The image 
analysis Will be described in terms of a monochrome image. 
HoWever, When a color scanner is used, each color compo 
nent image (e.g. red, green and blue; or luminance and 
chrominance) is analyZed separately in the same manner as 
a monochrome image. The image scanner 44 produces a tWo 
dimensional array (roWs and columns) of digital pixels 
representing the image being scanned. The series of image 
pixels are sent to and stored Within a memory of the personal 
computer 46, (as used herein this memory includes a hard 
disk drive). In this manner, images of the test sample 42 
before and after abrasion by apparatus 10 are stored in the 
personal computer 46. Once stored the image of the test 
sample can be displayed on the monitor of the personal 
computer. As Will be described, the personal computer 46 
analyZes these images and produces results quantifying the 
degree of abrasion Which results can be displayed on a 
computer monitor 47 or printed by printer 48. 
The characteristics of some types of image scanners 

non-uniformly affect pixels in different sections of the 
image. Many scanner employ a number of photodetectors to 
sense the light from the test sample 42 and each photode 
tector has different light response characteristics. In addition 
the response of a photodetector is a function of its tempera 
ture Which changes during an image scan This effect intro 
duces thermal noise into the signal from the photodetector. 
In order to be able to compare images acquired before and 
after abrasion, compensation should be provided for the 
non-uniformity of the photodetector response. 

To calibrate the analyZer 40, a standard reference sheet is 
scanned by the image scanner 44 to produce an array of 
pixels Which is stored in the computer 46. For example, this 
reference sheet may be a receptor sheet or a standard gray 
card used in photography. As the reference sheet has uniform 
gray scale and color, all of the pixels of its image should be 
identical. HoWever, the different responses of the photode 
tectors and the effects of thermal noise Will cause a variation 
among the pixels. 
The compensation for detector response variation requires 

a correction factor for each pixel location in the image. 
Although the entire calibration image could be stored in the 
computer 46 for this purpose, that Would require a signi? 
cant amount of memory. In order to conserve memory, the 
calibration image preferably is converted into a separable 
form. This conversion is graphically depicted in FIG. 3 and 



5,835,621 
5 

produces vertical and horizontal correction vectors 50 and 
51. The vertical vector 50 is produced by separately sum 
ming the pixel values in each roW of the calibration image 
and dividing each sum by the mean pixel value for the entire 
calibration image thereby deriving an average sensitivity 
value. The vertical vector 50 is a one-dimensional array of 
these average sensitivity values for every roW. The horiZon 
tal vector 51 is a single dimension array of average sensi 
tivity values for every column of pixels in the calibration 
image and is produced in a similar manner to the vertical 
vector 50. As Will be described, these vectors 50 and 51 are 
utiliZed to calculate a correction value for each pixel loca 
tion in an image being analyZed. 

The calibration image also is used to produce a correction 
factor for the thermal noise. An average value for all of the 
pixels in the calibration image is determined. Then the mean 
absolute deviation from that average and the mean square 
deviation are calculated using Well knoWn statistical tech 
niques. The use of these correction factors Will be described 
subsequently. Once both types of correction values have 
been determined, the calibration image can be deleted from 
memory. 

After image analyZer 40 has been calibrated, it can be 
used to evaluate abrasion. As noted previously, the evalua 
tion consists of comparing images of the test sample 42 
before and after abrasion. The initial steps of the image 
processing are the same for the before and after images. 

With reference to FIG. 4, the image processing begins by 
scanning the surface of the test sample 42 at step 60. The 
resultant test sample image consisting of the tWo 
dimensional array of pixels is stored Within the memory of 
personal computer 46. The image is then corrected utiliZing 
the separable data produced during the calibration process. 
The correction proceeds by obtaining each pixel of the test 
sample image and adjusting its digital value based on the 
averages obtained from the reference separable. To do so, 
the digital value of the pixel is divided by the product of the 
average in the vertical vector 50 for the roW in Which the 
pixel is located and the average in the horiZontal vector 51 
for the column of the image in Which the pixel is located. 
This produces a corrected pixel value Which is stored in the 
computer memory to form a corrected test sample image at 
step 62. 

At step 64, each pixel of the corrected test sample image 
is inspected to identify background pixels that represent the 
matte 41 and foreground pixels that Were produced by the 
test sample. Because of the high degree of contrast betWeen 
the matte 41 and the test sample 42, the matte typically are 
represented by pixels having numerical values at one end of 
the range of digital pixel values. For example, depending 
upon Whether a White or black matte is used, the background 
pixels either Will be substantially Zero or substantially 255 
for pixel values represented by eight binary digits. Apixel is 
considered to be part of the foreground if at least a given 
amount of difference exists betWeen its value and the nomi 
nal value (0 or 255) of matte pixels. During the pixel 
classi?cation process the background pixels in the test 
sample image are set to a value of Zero. In doing so, the 
computer 46 steps through the test sample pixel array roW by 
roW For a given roW, the computer starts at the right end and 
moves inWard checking the pixel values and setting the 
pixels to Zero until a foreground pixel is found. The column 
address of this ?rst foreground pixel is saved in a margin 
table as indicating part of a right side margin of the image 
foreground. If the other end of the pixel array roW is reached 
Without ?nding a foreground pixel, the Whole roW is con 
sidered to be part of the background and the right margin 
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6 
table entry is set to —1. Then, the personal computer 46 
proceeds to the left end of the pixel array roW and moves 
inWard setting the background pixels to Zero until a fore 
ground pixel is found. The column address of this fore 
ground pixel is saved in the margin table as indicating the 
left side margin of the image foreground. The computer 46 
then inspects the pixels betWeen the right and left side 
margins and any foreground pixels With a Zero value are set 
to one. Every roW of the test sample pixel array is processed 
in this Way. The result of step 64 is a revised pixel array for 
the test sample image in Which the background pixels have 
a value of Zero and the foreground pixels have values in the 
range 1—255. Alternatively, a separate binary image may be 
created in Which the foreground pixel bits are assigned one 
logic level and the background pixel bits are designated by 
the other logic level. 
The revised test sample image is inspected to locate the 

top and bottom margins of the foreground portion at step 66. 
This involves inspecting the array of pixels column by 
column to ?nd the upper and loWer transition betWeen Zero 
and non-Zero pixels. The result is another data table that is 
stored Within the personal computer memory containing the 
pixel roW locations of the top and bottom foreground 
margins for each column of the test sample image array. The 
margin tables produced in steps 64 and 66 are maintained for 
the before and after abrasion test sample images. The margin 
information is useful to determine the degree to Which the 
test sample 42 is skeWed in the image. Ideally, the left and 
right side margins should each fall Within a single pixel 
column, and each of the top and bottom margins should fall 
on a single pixel roW. HoWever, it is virtually impossible to 
achieve this type of registration and some skeW Will exist. 
At step 68, a determination is made Whether the operator 

of the computer has indicated that the image being processed 
is of the test sample 42 prior to abrasion. If this is the case, 
the program execution terminates. 
When the analysis is being conducted on a post abrasion 

test sample image, the program execution continues at step 
70. At this juncture, a determination is made by the personal 
computer 46 Whether the image being analyZed Was pro 
duced by scanning the specimen sheet 12 or by scanning the 
surface of a receptor that Was used to perform the abrasion. 
If a receptor is used, particles of the ink or coating adhere to 
the receptor and thus the receptor surface Will be discolored 
in proportion to the degree of abrasion. Whether the actual 
test surface or the surface of a receptor is being analyZed, is 
part of the information Which the user enters via the key 
board into the personal computer 46 prior to image scanning. 
If the specimen sheet 12 is being analyZed, the before and 
after images must be registered so that corresponding pixels 
in the tWo stored images correspond to the same point on the 
sheet. When a receptor is being analyZed, since the surface 
of the receptor before abrasion is uniform, all of its pixels 
should be virtually identical and precise pixel registration is 
not required. 

Therefore, if the specimen sheet 12 is being analyZed, an 
additional step 72 is executed to register the tWo test sample 
images. A conventional process for doing so is executed by 
the personal computer. For example, the equation for the 
upper margin and left margin of the foreground in the before 
and after test sample images is calculated. Then the after 
image data is translated in the storage array so that the pixel 
at the intersection of the upper and left margins coincides 
With the location of the pixel in the before image Where the 
left and right margins intersect. The after test sample image 
then is rotated until the left and right margins are aligned 
With those margins of the before image. The registered after 
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test sample image is stored in the computer in place of the 
unregistered after image. Alternatively, registration can be 
performed by placing a reference mark on the matte 41 and 
registering the reference marks in the before and after test 
sample images. 

The margin information for the after abrasion image is 
inspected at step 74 to ?nd the roW in Which the foreground 
has the maximum Width (i.e. the largest number of pixel 
columns betWeen side margins). This number of pixel col 
umns is stored Within the personal computer memory as the 
maximum foreground Width. The maximum foreground 
height in terms of pixels roWs is found by inspecting the top 
and bottom margins and its value is stored in the memory of 
the personal computer. 

An “object WindoW” then is de?ned for the before and 
after images of the test sample at step 76. For example, the 
after abrasion image is inspected by the personal computer 
46 to ?nd the ?rst roW from the top in Which the foreground 
has the Width equivalent to at least eighty percent of the 
maximum foreground Width found at step 66. This de?nes 
the upper boundary of the object WindoW. A similar process 
is performed to ?nd the loWer boundary of the object 
WindoW by going upWard roW by roW from the bottom of the 
binary image until a roW is found in Which the foreground 
portion is at least eighty percent of the test sample Width. 
Similarly, the computer 46 searches column by column from 
opposite sides of the after image to locate left and right 
object WindoW boundaries de?ned by the ?rst column from 
each side at Which the foreground is at least eighty percent 
of the maximum foreground height found at step 66. These 
boundaries de?ne the object WindoW that contains only 
pixels corresponding to the test sample 42, thereby avoiding 
the need to analyZe pixels Which clearly are part of the 
background. 
Aproblem sometimes encountered When using apparatus 

10 in FIG. 1 to produce abrasion is that the edge of each 
sheet 12 or 14 signi?cantly abrades the other sheet. This 
edge abrasion effect typically is not representative of abra 
sion Which occurs during transportation of the coated mate 
rial. Therefore, in order to exclude the edge abrasion of the 
test sample 42 from being analyZed, a “process WindoW” is 
de?ned by shrinking the object WindoW at step 78. In 
essence, the margins of the object WindoW are moved inWard 
toWard the center of the image by a ?xed number of pixels. 
Only the pixels Within the process WindoW Will be analyZed 
for abrasion effects, thereby eliminating pixels representing 
edge abrasion. 

Then at step 80, corresponding pixels in each of the before 
and after test sample images are compared. Ideally, in the 
absence of abrasion, the corresponding pixel in the after 
image has the same numerical value as in the before image. 
The difference betWeen every pair of corresponding pixels 
then is calculated and the difference value A is stored in a 
tWo-dimensional array in the computer memory. The mag 
nitude of the difference value A indicates the degree of 
abrasion at that location on the specimen sheet 12. 

From the array of pixel difference values, the image 
analyZer 40 produces numerical values for three parameters 
indicating the magnitude of the abrasion Which occurred on 
the specimen sheet 12. Values for these parameters are 
determined for a given region of the image that is de?ned by 
array roW addresses Y1 and Y2, and by array column 
addresses X1 and X2. The three parameters are average 
magnitude, mean square energy, and average voltage and are 
de?ned according to the folloWing equations: 
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Average Magnitude = ( ; 

Mean Square Energy = ( 

TN‘ — (2(MPV) \| TN’) 

Average Voltage = \I Mean Square Energy 

Where M is the number pixels in each roW of the region 
being evaluated, N is the number pixels in each column of 
that region, Ai - is the difference betWeen corresponding 
pixels, TN is t e mean absolute deviation of the scanner 
thermal noise, TN‘ is the mean square deviation of the 
scanner thermal noise, and MPV is the mean pixel value in 
the image region. 
At step 82, these equations are solved using all of the 

pixels Within the process WindoW to provide a global evalu 
ation of the test sample 42. In this case, N in the equations 
is the number of pixels in the process WindoW. The global 
values for these parameters represent an overall evaluation 
or analysis of the specimen sheet 12. 

In addition, the image is subdivided into a matrix of 
smaller regions, each of Which is evaluated individually by 
producing a separate set of values for the three parameters 
for each region. At step 84, the test sample image array is 
divided into 16 by 16 pixel coarse regions. The personal 
computer 46 analyZes each of these smaller sub-regions by 
deriving values for the average magnitude, average 
magnitude, means square energy and average voltage for the 
256 pixels in each coarse sub-region. At step 86, the image 
is divided into a matrix of eight by eight pixel ?ne regions 
and the three parameters are calculated for each of these 
?ner siZed regions. The siZe of each coarse and ?ne region 
can be de?ned by the user prior to processing. The parameter 
values for each of the coarse and ?ne sub-regions are stored 
in tables Within the computer 46. 
The parameter values may be printed on printer 48 as a 

tWo-dimensional matrix Which corresponds to the areas of 
the image represented by each of the coarse sub-regions. The 
?ne sub-regions are relatively small and data for them is not 
easily perceived by the user. From this data, an image 
contour map is constructed and printed in Which different 
colors represent sections of the test sample having various 
degrees of abrasion. 
At step 88, the computer then analyZes the tables of 

parameter data to produce a relative quali?cation of the post 
abrasion specimen sheet 12 as being excellent, good, fair or 
poor, for example. Such an evaluation can either be printed 
by the printer 48 or displayed on the monitor 47. The before 
and after images of the test sample can be displayed on the 
monitor 47. The image pixel arrays and evaluation results 
can be archived onto a ?oppy disk by the personal computer. 
The invention being claimed is: 
1. A method of testing a specimen for resistance to 

abrasion, steps of Which comprise: 
optically scanning the specimen prior to abrasion to 

produce a ?rst array of pixels representing the speci 
men; 

abrading the specimen; 
optically scanning the specimen after the abrading to 

produce an second array of pixels representing the 
specimen; 

producing a plurality of difference values, each one of 
Which indicates a degree of difference betWeen corre 
sponding pixels in the ?rst and second arrays; and 
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quantifying the abrasion of the specimen from the plu 
rality of difference values. 

2. The method as recited in claim 1 Wherein said step of 
abrading comprises: 

placing either tWo specimens or a specimen and a receptor 
betWeen block-like members having curved end sur 
faces to form a test assembly; 

positioning the test assembly on a platform With the 
curved end surfaces of the block-like members abutting 
the platform; and 

vibrating the platform. 
3. The method as recited in claim 1 Wherein the step of 

quantifying the degree of abrasion comprises deriving an 
average magnitude of abrasion of the specimen. 

4. The method as recited in claim 3 further comprising 
measuring thermal noise produced by a device that preforms 
the scanning steps; and Wherein said step of quantifying the 
degree of abrasion includes correcting the average magni 
tude for the thermal noise. 

5. The method as recited in claim 1 Wherein the step of 
quantifying the degree of abrasion comprises deriving a 
mean square energy for abrasion of the specimen. 

6. The method as recited in claim 5 further comprising 
measuring thermal noise produced by a device that preforms 
the scanning steps; and Wherein said step of quantifying the 
degree of abrasion includes correcting the mean square 
energy for the thermal noise. 

7. The method as recited in claim 5 Wherein the step of 
quantifying the degree of abrasion comprises deriving aver 
age voltage for abrasion of the specimen. 

8. The method as recited in claim 3 Wherein the step of 
quantifying the degree of abrasion comprises: 

selecting different groups of difference values With each 
group associated With a region of the second piXel 
array; and 

for each group of difference values, deriving a value for 
one or more parameters selected from the group con 

sisting of average magnitude of abrasion, mean square 
energy of abrasion, and average voltage of abrasion. 

9. The method as recited in claim 1 further comprising 
employing results of the quantifying step to create a contour 
map of the specimen in Which areas of differing degrees of 
abrasion are denoted. 

10. A method of testing a specimen for resistance to 
abrasion, steps of Which comprise: 

optically scanning the specimen prior to abrasion to 
produce an ?rst array of piXels having a foreground 
section representing the specimen and a background 
section; 

abrading the specimen; 
optically scanning the specimen after to abrasion to 

produce an second array of piXels having a foreground 
section representing the specimen and a background 
section; 

creating a process WindoW Within the foreground section 
of one of the ?rst and second piXel arrays; 

producing a plurality of difference values, each one of 
Which indicates a degree of difference betWeen a piXel 
Within the process WindoW in one array and a corre 
sponding piXel in the other array; 

de?ning at least one region of the second array; and 
for each de?ned region, deriving a value for one or more 

parameters selected from the group consisting of aver 
age magnitude of abrasion, mean square energy of 
abrasion and average voltage of abrasion. 
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11. The method as recited in claim 10 further comprising 

correcting the ?rst and second arrays of piXels for effects of 
a non-uniform response of a device that optically scans the 
specimen. 

12. The method as recited in claim 10 further comprising 
a step of registering the ?rst and second pixel arrays prior to 
producing a plurality of difference values. 

13. The method as recited in claim 10 Wherein the step of 
registering the ?rst and second piXel arrays comprises: 

locating margins of the foreground section of the ?rst 
array of piXels; 

locating margins of the foreground section of the second 
array of piXels; and 

shifting piXels in one of the ?rst and second arrays of 
piXels so that the margins of the foreground section of 
the ?rst array are aligned With the margins of the 
foreground section of the second array. 

14. The method as recited in claim 10 further comprising 
employing the derived parameters for each region to create 
a contour map of the specimen in Which areas of differing 
degrees of abrasion are denoted. 

15. The method as recited in claim 10 further comprising 
selecting material of the specimen for a particular use based 
upon derived values for the selected parameters. 

16. An apparatus for analyZing abrasion of a specimen 
comprising: 

a scanner that produces an image of the specimen Which 
image is formed by an array of pixels, each piXel 
having a digital signal level; 

a digital memory connected to said scanner to contain a 
?rst array of piXels representing a ?rst image of the 
specimen prior to abrasion and a second array of piXels 
representing a second image of the specimen after to 
abrasion; 

a mechanism Which de?nes a process WindoW that iden 
ti?es piXels to be analyZed Within the ?rst and second 
arrays; 

a comparator, coupled to said memory, Which for the 
piXels identi?ed by the process WindoW derives a value 
for a difference betWeen the digital signal level a piXel 
in the ?rst array and the digital signal level of a 
corresponding piXel in the second array; and 

a evaluator Which employs a plurality of difference values 
received from said comparator to quantify the abrasion 
of the specimen. 

17. The apparatus as recited in claim 16 further compris 
ing means for shifting one of the ?rst and second arrays of 
piXels to register representations of the specimen in the ?rst 
and second images. 

18. The apparatus as recited in claim 16 further compris 
ing another mechanism that measures a non-uniformity of a 
response to light of said scanner; and a means, connected to 
said memory, for correcting the piXels in the ?rst and second 
arrays for that non-uniformity. 

19. The apparatus as recited in claim 16 Wherein said 
evaluator derives from the difference values one or more of 
an average magnitude of abrasion, a mean square energy of 
abrasion, and average voltage of abrasion. 

20. The apparatus as recited in claim 19 further compris 
ing a mechanism that measures thermal noise produced by 
said scanner; and a mechanism that corrects the average 
magnitude of abrasion and the mean square energy of 
abrasion for the thermal noise. 


